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1 CROSS-REFERENCE TO RELATED APPLICATION 

2 This is a continuation of copending U. S. application Serial No. 09/862,893, filed on 

3 05/22/2001. 
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BACKGROUND OF THE INVENTION 

FIELD OF THE INVENTION 

This invention relates to a process for manufacturing a capital for an architectural column 
using rotation of a mold into which a foam and an elastomer have been placed. As used 
throughout this document, the term "elastomer" is meant also to include a "resin"; and the term 
"foam" includes any liquid that will expand and create a lightweight filler. 

DESCRIPTION OF THE RELATED ART 

The inventor is unaware of any patents concerning the making of an architectural 
structure through the rotation of a mold into which a foam-elastomer has been placed. 

Capitals for architectural columns are traditionally made from a variety of materials, 
ranging from cement and plaster to fiberglass and resins. The processes by which capitals are 
manufactured utilizing such materials, however, often consume considerable time and are 
otherwise inefficient. Moreover, capitals made from traditional materials tend to be heavy, 
brittle, and prone to warping. 

It is assumed by the inventor that capitals have not been made from elastomers or both 
foam and elastomers because of the difficulty that has been experienced in working with 
elastomers and foam. 
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1 I SUMMARY OF THE INVENTION 

2| Elastomers are placed inside a mold^ that is rotated about three axes to assure that the 
elastomers cover the entire inside surface pf the mold. Several different coatings of elastomers 

4 are utilized. / 

5 Elastomers are utilized to give strength to the capital. However, to minimize weight 

6 while reducing the tendency of a hollow capital to warp, the space inside the elastomers is filled 

7 with foam. 

8 Rotation of the mold can be accomplished in any marmer but is preferably done with a 

9 machine. 



1 BRIEF DESCRIPTION OF THE DRAWINGS 

2 Figure 1 depicts a cutaway view of a mold that is used to create the capital with the 

3 process of the present invention. 

4 Figure 2 illustrates a machine that is used as one way of rotating the mold during the 

5 process of creating the capital. 
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1 DESCRIPTION OF THE PREFERRED EMBODIMENT 

2 A capital mold 1 is first coated with a mold release. The inside 2 of the mold 1, i.e., 

3 everywhere the elastomer will eventually touch is lightly coated with a mold release. Any mold 

4 release that is traditionally used may be utilized. Aerosol mold release is preferred. One aerosol 

5 mold release is manufactured by Sherwin-Williams Diversified Brands, Inc. of Bedford Heights, 

6 Ohio. 

7 Optionally and preferably, either before or after — ^but preferably after — ^the mold release 

8 has dried, the mold release is coated with a clear aerosol spray enamel to give the resultant 

9 capital a glossy shine. 

10 A first opening 3 of the mold 1 is placed upon a surface 4, preferably but not necessarily, 

1 1 a flat surface 4 that has been coated with mold release. 

12 Either before or after placing the mold 1 upon the surface 4, a plug 5 is positioned on the 
O 13 surface 4 where the first opening 3 is or will be located. The plug 5 is preferably silicon rubber 
^ 14 because such a substance does not have to be coated with mold release in order for the plug 5 to 

15 be removed. Any other material can, however, be used for the plug as long as such material is 

P 16 coated with mold release. If positioning of the plug 5 occurs after the mold 1 has been placed 

Lis 

n\ 17 upon the surface 4, positioning must be done through another opening 6. 

18 Through another opening 6 in the mold 1 foam 7 is poured around the plug 5 to a level 

@1 19 that is less than the thickness of the mold 1 and preferably, but not necessarily, less than the 

20 height of the plug 5. The foam 7 must completely seal the first opening 3 except where the plug 

J=^ 21 5 is located. If the foam 7 covers the plug 5, the subsequently hardened foam 7 must be removed 

22 above the plug 5 in order to assure that the first opening 3 is not blocked. Such removal can be 

23 by cutting, drilling, or any other technique that will create a hole 8 through the hardened foam 7. 

24 After the foam 7 has hardened, the mold 1 is removed fi"om the surface 4. 

25 All other openings 5 (one or more) in the mold 1 must be securely covered. The plug 5 is 

26 removed from the first opening 3. 

27 Then an elastomer is introduced into the mold 1 and the mold 1 is rotated about multiple 

28 different axes, preferably but not necessarily, two orthogonal axes. Introduction of the elastomer 

29 may occur either before or after rotation of the mold 1 commences. 

30 The plug 5 is then replaced in the first opening 3. 



6 





1 
1 


iiie inirofluciion oi ine eiasiomer is repeaiea aner ine prior coaling crcaieu oy ine 




L 


elastomer has become tacky, , viscous, but before the prior coating has become firm. This 




J 


enaoies uoxn coatings lo proauce a single generally uniioini layer, rour iniroo-uciions or 




4 


CldolUlilCl CuiVJ. X^JLli ICaLilLCull wUdLlll^o UiCldiCVJ. UUl liUl CoDdllldl. 




J 


/\1LC1 lliC llllCli L/Udlill^ Ul du.oLUlilC'l lidd U^^L^XiiW LaL'i^.Y ULiL ilv/L ill ill, lUCtlXi / iXiliU^iUwwU. 




D 


inio inc moiu x. ii ib prciciaDiCj dui iiul cbociiiiai, iiiaL Liic iucuii / DC a mcniDcr ui inc 




7 


poiyureinane ramuy. inis wouia inciuae, dui noi oe iimiiea lo, a oiena oi poiyesier ana 




Q 

6 


poly ether. 




0 


r enoaicauy me piug d is removeu lo reauce pressure as me roam soiiaiiies. a preierrea, 




1 n 


DUI not esseniidi, periou is miny scLonus. 




1 1 
1 1 


1 lie (^udiiiiiy Ui iUcun / dCiccicu id ducii uiaL ii wiii iiui icciiv iiuni iiic inuiu. ± wncii uic 




1 9 


UlU^ D 1l> ICXIIUVCCI 11 lilC UiU^ ^ lo llCctl ct VCILIL/Cll pUdlliUll. 


Lsr 


ID 


vjnce me lUom / nao ccabcu lu cxpoiiu, ruLaLiuii la oiuppcu, iiic piug o i5> rcinuveu, uic 


y3 
yy 


1 /I 
14 


mold 1 is oriented to place the first opening 3 is placed near the top of the mold 1 (to such an 


1 ^ 




exieni mat suDsequeniiy iniroaucea loam / win noi spin in me iiquia siaie irom me iirsi opening 




1 


5)^ ana me requisite amount or roam / necessary to tin any remaining voia witnin tne moiu i is 




1 7 

1 / 


introduced. 


O 


1 ft 
lo 


jviuiLipie iniroauciionb oi eidbLumer die ncLCistidry lu prcvcnL mc eidatumer irom aimpiy 


yl 


1 o 


coalescing near tne center oi tne moia. inis pnenomenon aoes not occur witn tne loam /, so, 


fU 




there can be either single or multiple introductions of the foam 7. 


Q 

Li. 




ivotation is preieraoiy accompiisnea witn tne macnine o snown in rigure z. i\ iirst ena y 




zz 


of shaft 10 is releasably attached to the mold 1, The shaft 9 is preferably, but not necessarily 




23 


made of stainless steel. A second end 11 of the shaft 10 is releasably attached to the machine 8. 
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